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responsibility based on these electronic files or for any defective or incomplete copying, exerpting, scanning, faxing or
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November 21, 2003
07-LA-47-6.2,7.0
07-194904
ACNH-P047(005)E
Addendum No. 1
Dear Contractor:
This addendum is being issued to the contract for construction on State highway in LOS ANGELES COUNTY
IN LONG BEACH AND LOS ANGELES AT SCHUYLER HEIM BRIDGE AND AT 0.8 KM NORTH OF
SCHUYLER HEIM BRIDGE.

Submit bids for this work with the understanding and full consideration of this addendum. The revisions
declared in this addendum are an essential part of the contract.

Bids for this work will be opened on December 4, 2003.
This addendum is being issued to revise the Notice to Contractors and Special Provisions.
In the Special Provisions, Section 8-3, "WELDING" isrevised as attached.

In the Special Provisions, Section 10-1.21, "COUNTERWEIGHT BLOCKS;," the first paragraph is revised as
follows:

"Counterweight blocks shall be stackable rectangular prisms, have a suitable handle for
attaching a lifting hook and large enough for a handhold, and shall have a density of not less than
7450 kg per cubic meter. Counterweight blocks shall be similar in size and shape to the existing
concrete block, with 254 mm length, 254 mm width, and 100 mm in height.”

In the Specia Provisions, Section 10-1.21, "COUNTERWEIGHT BLOCKS" subsection "FURNISH
COUNTERWEIGHT BLOCKS;," the third paragraph is revised as follows:

"Each unit shall weigh between 34 kg and 36 kg."
To Proposal and Contract book holders:

Indicate receipt of this addendum by filling in the number of this addendum in the space provided
on the signature page of the proposal.

Submit bids in the Proposal and Contract book you now possess. Holders who have aready
mailed their book will be contacted to arrange for the return of their book.

Inform subcontractors and suppliers as necessary.
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This office is sending this addendum by confirmed facsimile to all book holders to ensure that each receives it.
A copy of this addendum and the modified wage rates are available for the contractor's use on the Internet Site:

http://www.dot.ca.gov/hg/esc/oe/weekly ads/addendum_page.html

If you are not a Proposal and Contract book holder, but request a book to bid on this project, you must comply
with the requirements of this letter before submitting your bid.

Sincerely,

ORIGINAL SIGNED BY:

REBECCA D. HARNAGEL, Chief

Office of Plans, Specifications & Estimates

Office Engineer

Attachment



8-3. WELDING
GENERAL
Flux core welding electrodes conforming to the requirements of AWS A5.20 E6XT-4 or E7XT-4 shall not be
used to perform welding for this project.

Wherever reference is made to the following AWS welding codes in the Standard Specifications, on the plans,
or in these special provisions, the year of adoption for these codes shall be as listed:

AWS Code Y ear of Adoption
D1.1 2002
D14 1998
D15 2002
D1.6 1999

Requirements of the AWS welding codes shall apply unless specified otherwise in the Standard Specifications,
on the plans, or in these special provisions. Wherever the abbreviation AWS is used, it shall be equivalent to the
abbreviations ANSI/AWS or AASHTO/AWS.

Section 6.1.1.1 of AWS D1.5 isreplaced with the following:

Quality Control (QC) shall be the responsibility of the Contractor. As a minimum, the Contractor shall perform
inspection and testing of each weld joint prior to welding, during welding, and after welding as specified in this
section and as necessary to ensure that materials and workmanship conform to the requirements of the contract
documents.

Sections 6.1.3 through 6.1.4.3 of AWSD1.1, Section 7.1.2 of AWS D1.4, and Sections 6.1.1.2 through 6.1.3.3
of AWS D1.5 are replaced with the following:

The QC Inspector shall be the duly designated person who acts for and on behalf of the Contractor for
inspection, testing, and quality related matters for al welding.

Quality Assurance (QA) is the prerogative of the Engineer. The QA Inspector is the duly designated person
who acts for and on behalf of the Engineer.

The QC Inspector shall be responsible for quality control acceptance or rejection of materials and workmanship,
and shall be currently certified as an AWS Certified Welding I nspector (CWI) in conformance with the requirements
in AWS QC1, " Standard for AWS Certification of Welding I nspectors.”

The QC Inspector may be assisted by an Assistant QC Inspector provided that this individual is currently
certified as an AWS Certified Associate Welding Inspector (CAWI) in conformance with the reguirements in
AWS QC1, "Standard for AWS Certification of Welding Inspectors.” The Assistant QC Inspector may perform
inspection under the direct supervision of the QC Inspector provided the Assistant is always within visible and
audible range of the QC Inspector. The QC Inspector shall be responsible for signing all reports and for determining
if welded materials conform to workmanship and acceptance criteria. The ratio of QC Assistants to QC Inspectors
shall not exceed 5to 1.

When the term "Inspector” is used without further qualification, it shall refer to the QC Inspector.
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Section 6.14.6, "Personnel Qualification," of AWS D1.1, Section 7.8, "Personnel Qualification," of AWS D1.4,
and Section 6.1.3.4, "Personnel Qualification,” of AWS D1.5 are replaced with the following:

Personnel performing nondestructive testing (NDT) shall be qualified and certified in conformance with the
requirements of the American Society for Nondestructive Testing (ASNT) Recommended Practice No. SNT-TC-1A
and the Written Practice of the NDT firm. The Written Practice of the NDT firm shall meet or exceed the guidelines
of the ASNT Recommended Practice No. SNT-TC-1A. Individuals who perform NDT, review the results, and
prepare the written reports shall be either:

A. Certified NDT Level Il technicians, or;
B. Level Il technicianswho hold a current ASNT Level 111 certificate in that discipline and are authorized and
certified to perform the work of Level Il technicians.

Section 6.5.4 of AWS D1.5 isreplaced with the following:

The QC Inspector shall inspect and approve each joint preparation, assembly practice, welding technique, joint
fit-up, and the performance of each welder, welding operator, and tack welder to make certain that the applicable
requirements of this code and the approved Welding Procedure Specification (WPS) are met. The QC Inspector shall
examine the work to make certain that it meets the requirements of Sections 3 and 6.26. The size and contour of all
welds shall be measured using suitable gages. Visual inspection for cracks in welds and base metal, and for other
discontinuities should be aided by strong light magnifiers, or such other devices as may be helpful. Acceptance
criteriadifferent from those specified in this code may be used when approved by the Engineer.

Section 6.6.5, "Nonspecified NDT Other than Visua,” of AWSD1.1, Section6.6.5 of AWSD1.4 and
Section 6.6.5 of AWS D1.5 shall not apply.

For any welding, the Engineer may direct the Contractor to perform NDT that is in addition to the visua
inspection or NDT specified in the AWS or other specified welding codes, in the Standard Specifications, or in these
specia provisions. Additional NDT required by the Engineer will be paid for as extra work as provided in
Section 4-1.03D, "Extra Work," of the Standard Specifications. Should any welding deficiencies be discovered by
this additional NDT, all costs associated with the repair of the deficient area, including NDT of the weld and of the
weld repair, and any delays caused by the repair, shall be at the Contractor's expense.

Repair work to correct welding deficiencies discovered by visual inspection or NDT, or by additional NDT
directed or performed by the Engineer, and any associated delays or expenses caused to the Contractor by
performing these repairs, shall be at the Contractor's expense.

The Engineer shall have the authority to verify the qualifications or certifications of any welder, QC Inspector,
or NDT personnel to specified levels by retests or other means approved by the Engineer.

Continuous inspection shall be provided when any welding is being performed. Continuous inspection, as a
minimum, shall include having a QC Inspector within such close proximity of all welders or welding operators so
that inspections by the QC Inspector of each welding operation at each welding location shall not lapse for a period
exceeding 30 minutes.

Inspection and approval of all joint preparations, assembly practices, joint fit-ups, welding techniques, and the
performance of each welder, welding operator, and tack welder shall be documented by the QC Inspector on a daily
basis for each day welding is performed. For each inspection, including fit-up, Welding Procedure Specification
(WPS) verification, and final weld inspection, the QC Inspector shall confirm and document compliance with the
requirements of the AWS or other specified code criteria and the requirements of these special provisions on all
welded joints before welding, during welding, and after the completion of each weld.
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When joint weld details that are not prequalified to the details of Section 3 of AWSDL1.1 or to the details of
Figure 2.4 or 2.5 of AWS D1.5 are proposed for use in the work, the joint details, their intended locations, and the
proposed welding parameters and essential variables, will be approved by the Engineer. The Engineer shall have 2
weeks to complete the review of the proposed joint detail locations. In the event the Engineer fails to complete the
review within the time allowed, and if, in the opinion of the Engineer, completion of the work is delayed or
interfered with by reason of the Engineer's delay in completing the review, the Contractor will be compensated for
any resulting loss, and an extension of time will be granted, in the same manner as provided for in Section 8-1.09,
"Right of Way Delays," of the Standard Specifications. Upon approval of the proposed joint detail locations and
qualification of the proposed joint details, welders and welding operators using these details shall perform a
qualification test plate using the WPS variables and the joint detail to be used in production. The test plate shall
have the maximum thickness to be used in production and a minimum length of 180 mm and minimum finish
welded width 460 mm. The test plate shall be mechanically and radiographically tested. Mechanical and
radiographic testing and acceptance criteria shall be as specified in the applicable AWS codes.

In addition to the requirements specified in the applicable code, the period of effectiveness for a welder's or
welding operator's qualification shall be a maximum of 3 years for the same weld process, welding position, and
weld type. If production welding will be performed without gas shielding, then qualification shall also be without
gas shidding. Excluding welding of fracture critical members, a valid qualification at the beginning of work on a
contract will be acceptable for the entire period of the contract, as long as the welder's or welding operator's work
remains satisfactory.

The Engineer will witness all qualification tests for WPSs that were not previously approved by the
Department. An approved independent third party will witness the qualification tests for welders or welding
operators. The independent third party shall be a current CWI and shall not be employed by the contractor
performing the welding. The Engineer shall have 2 weeks to review the qualifications and copy of the current
certification of the independent third party. In the event the Engineer fails to complete the review within the time
allowed, and if, in the opinion of the Engineer, completion of the work is delayed or interfered with by reason of the
Engineer's delay in completing the review, the Contractor will be compensated for any resulting loss, and an
extension of time will be granted, in the same manner as provided for in Section 8-1.09, "Right of Way Delays," of
the Standard Specifications. The Contractor shall notify the Engineer one week prior to performing any
qualification tests. Witnessing of qualification tests by the Engineer shall not constitute approval of the intended
joint locations, welding parameters, or essential variables.

In addition to the requirements of AWS D1.5 Section 5.12 or 5.13, welding procedures qualification, for work
welded in conformance with that code, shall conform to the following requirements:

A. Unless considered prequalified, fillet welds, including reinforcing fillet welds, shall be qualified in each
position. The fillet weld soundness test shall be conducted using the essential variables of the WPS as
established by the Procedure Qualification Record (PQR.)

B. For qudification of joints that do not conform to Figures 2.4 and 2.5 of AWS D1.5, two WPS qualification
tests are required. The tests conforming to AWSD1.5 Section 5.13 shall be conducted using both
Figure 5.1 and Figure5.3. The test conforming to Figure 5.3 shall be conducted using the same welding
electrical parameters that were established for the test conducted conforming to Figure 5.1.

C. Thetravel speed, current, and voltage values that are used for tests conducted per AWS D1.5 Section 5.12
or 5.13 shall be consistent for each weld joint, and shall in no case vary by more than 10 percent for travel
speed, 10 percent for current, and 7 percent for voltage.

D. For a WPS qualified in conformance with AWS D1.5 Section 5.13, the values to be used for calculating
ranges for current and voltage shall be based on the average of all weld passes made in the test. Heat input
shall be calculated using the average of current and voltage of al weld passes made in the test for a WPS
qualified in conformance with Section 5.12 or 5.13.

E. To quaify for unlimited material thickness, two qualification tests are required for WPSs utilized for
welding materia thicknesses greater than 38 mm. One test shall be conducted using 20-mm thick test
plates, and one test shall be conducted using test plates with a thickness between 38 mm and 50 mm. Two
maximum heat input tests may be conducted for unlimited thickness qualification.
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F. Macroetch tests are required for WPS qudification tests, and acceptance shall be per AWSD1.5
Section 5.19.3.

G. When aweld joint is to be made using a combination of qualified WPSs, each process shall be qualified
separately.

H. When aweld joint isto be made using a combination of qualified and prequalified processes, the WPS shall
reflect both processes and the limitations of essential variables, including weld bead placement, for both
processes.

I.  Prior to preparing mechanical test specimens, the PQR welds shall be inspected by visual and radiographic
tests. Backing bar shall be 75 mm in width and shall remain in place during NDT testing. Results of the
visual and radiographic tests shall comply with AWS D1.5 Section 6.26.2, excluding Section 6.26.2.2.
Test plates that do not comply with both tests shall not be used.

WELDING QUALITY CONTROL

Welding quality control shall conform to the requirements in the AWS or other specified welding codes, the
Standard Specifications, and these special provisions.

Unless otherwise specified, welding quality control shall apply when any work is welded in conformance with
the provisions in Section49, "Piling," Section 52, "Reinforcement,” Section 55, "Steel Structures,” or
Section 75-1.035, "Bridge Joint Restrainer Units," of the Standard Specifications.

The welding of fracture critical members (FCMs) shall conform to the provisions specified in the Fracture
Control Plan (FCP) and herein.

The Contractor shall designate in writing awelding Quality Control Manager (QCM). The QCM shall be
responsible directly to the Contractor for the quality of welding, including materials and workmanship, performed
by the Contractor and subcontractors.

The QCM shall be the sole individual responsible to the Contractor for submitting, receiving, reviewing, and
approving all correspondence, required submittals, and reports to and from the Engineer. The QCM shall be a
registered professional engineer or shall be currently certified asa CWI or a CAWI.

The QCM shall not be employed or compensated by any subcontractor, or by other persons or entities hired by
subcontractors, who will provide other services or materials for the project. The QCM may be an employee of the
Contractor.

Welding inspection personnel or NDT firms to be used in the work shall not be employed or compensated by
any subcontractor, or by other persons or entities hired by subcontractors, who will provide other services or
materials for the project, except for the following conditions:

A. The work is welded in conformance with AWSD1.5 and is performed at a permanent fabrication or
manufacturing facility which is certified under the AISC Quality Certification Program, Category Chr,
Magjor Steel Bridges and Fracture Critical endorsement F.

B. The welding is performed on pipe pile material at a permanent pipe manufacturing facility authorized to
apply the American Petroleum Institute (API) monogram for API 5L pipe.

For welding performed at such facilities, the inspection personnel or NDT firms may be employed or
compensated by the facility performing the welding.

Prior to submitting the Welding Quality Control Plan (WQCP) required herein, a pre-welding meeting between
the Engineer, the Contractor's QCM, and a representative from each entity performing welding or inspection for this
project, shall be held to discuss the requirements for the WQCP.

The Contractor shall submit to the Engineer, in conformance with the provisions in Section 5-1.02, "Plans and
Working Drawings," of the Standard Specifications, 2 copies of a separate WQCP for each subcontractor or supplier
for each item of work for which welding is to be performed.

The Contractor shall alow the Engineer 2 weeks to review the WQCP submittal after a complete plan has been
received. No welding shall be performed until the WQCP is approved in writing by the Engineer. In the event the
Engineer fails to complete the review within the time allowed, and if, in the opinion of the Engineer, completion of
the work is delayed or interfered with by reason of the Engineer's delay in completing the review, the Contractor
will be compensated for any resulting loss, and an extension of time will be granted, in the same manner as provided
for in Section 8-1.09, "Right of Way Delays," of the Standard Specifications.
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An amended WQCP or any addendum to the approved WQCP shall be submitted to, and approved in writing by
the Engineer, for proposed revisions to the approved WQCP. An amended WQCP or addendum will be required for
revisions to the WQCP, including but not limited to a revised WPS; additional welders; changesin NDT firms, QC,
or NDT personnel or procedures; or updated systems for tracking and identifying welds. The Engineer shall have
1 week to complete the review of the amended WQCP or addendum. Work affected by the proposed revisions shall
not be performed until the amended WQCP or addendum has been approved. In the event the Engineer fails to
complete the review within the time allowed, and if, in the opinion of the Engineer, completion of the work is
delayed or interfered with by reason of the Engineer's delay in completing the review, the Contractor will be
compensated for any resulting loss, and an extension of time will be granted, in the same manner as provided for in
Section 8-1.09, "Right of Way Delays," of the Standard Specifications.

Information regarding the contents, format, and organization of a WQCP, is available at the Transportation
Laboratory or the following website:

http://www.dot.ca.gov/hg/esc/ Transl ab/smbresources.htm

After final approval of the WQCP, amended WQCP, or addendum, the Contractor shall submit 7 copies to the
Engineer of the approved documents. A copy of the Engineer approved document shall be available at each location
where welding is to be performed

A daily production log for welding shall be kept for each day that welding is performed. The log shall clearly
indicate the locations of all welding. The log shall include the welders names, amount of welding performed, any
problems or deficiencies discovered, and any testing or repair work performed, at each location. The daily report
from each QC Inspector shall also be included in the log.

The following items shall be included in a Welding Report that is to be submitted to the Engineer within
10 days following the performance of any welding:

A. Reportsof all visual weld inspections and NDT.

B. Radiographs and radiographic reports, and other required NDT reports.

C. Documentation that the Contractor has evaluated all radiographs and other nondestructive tests and
corrected all rejectable deficiencies, and al repaired welds have been reexamined by the required NDT and
found acceptable.

D. Daily production log.

The following information shall be clearly written on the outside of radiographic envelopes: name of the QCM,
name of the nondestructive testing firm, name of the radiographer, date, contract number, complete part description,
and all included weld numbers or a report number, as detailed in the WQCP. In addition, al innerleaves shall have
clearly written on them the part description and all included weld numbers, as detailed in the WQCP.

Reports regarding NDT shall be signed by both the NDT technician and the person that performed the review,
and then submitted directly to the QCM for review and signature prior to submittal to the Engineer. Corresponding
names shall be clearly printed or typewritten next to all signatures.

The Engineer will review the Welding Report to determine if the Contractor isin conformance with the WQCP.
Unless otherwise specified, the Engineer shall be allowed 10 days to review the report and respond in writing after a
complete Welding Report has been received. Prior to receiving notification from the Engineer of the Contractor's
conformance with the WQCP, the Contractor may encase in concrete or cover welds for which a Welding Report
has been submitted. However, should the Contractor elect to encase or cover those welds prior to receiving
notification from the Engineer, it is expressly understood that the Contractor shall not be relieved of the
responsibility for incorporating material in the work that conforms to the requirements of the plans and
specifications. Material not conforming to these requirements will be subject to rejection. Should the Contractor
elect to wait to encase or cover welds pending notification by the Engineer, and in the event the Engineer fails to
complete the review within the time allowed, and if, in the opinion of the Engineer, completion of the work is
delayed or interfered with by reason of the Engineer's delay in completing the review, the Contractor will be
compensated for any resulting loss, and an extension of time will be granted, in the same manner as provided for in
Section 8-1.09, "Right of Way Delays," of the Standard Specifications.
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The QC Inspector shall provide reports to the QCM on adaily basis for each day that welding is performed.

Except for noncritical weld repairs, the Engineer shall be notified immediately in writing when welding
problems, deficiencies, base metal repairs, or any other type of repairs not submitted in the WQCP are discovered,
and also of the proposed repair procedures to correct them. The Contractor shall allow the Engineer one week to
review these procedures. No remedial work shall begin until the repair procedures are approved in writing by the
Engineer. In the event the Engineer fails to complete the review within the time allowed, and if, in the opinion of
the Engineer, completion of the work is delayed or interfered with by reason of the Engineer's delay in completing
the review, the Contractor will be compensated for any resulting loss, and an extension of time will be granted, in
the same manner as provided for in Section 8-1.09, "Right of Way Delays," of the Standard Specifications.

The QCM shdl sign and furnish to the Engineer, a Certificate of Compliance in conformance with the
provisions in Section 6-1.07, "Certificates of Compliance," of the Standard Specifications for each item of work for
which welding was performed. The certificate shall state that all of the materials and workmanship incorporated in
the work, and all required tests and inspections of this work, have been performed in conformance with the details
shown on the plans, the Standard Specifications, and these special provisions.

PAYMENT
Full compensation for conforming to the requirements of "Welding," "Welding Quality Control," shall be
considered as included in the contract prices paid for the various items of work involved and no additional
compensation will be allowed therefor.
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